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L4: Entry 1 of 2 File: JPAB Oct 27, 1995 

PUB-NO: JP407282474A 
DOCUMENT-IDENTIFIER: JP 07282474 A 

TITLE: ADHESIVE APPLYING DEVICE FOR ADHERING OPTICAL DISK 
PUBN-DATE: October 27, 199*5 
INVENTOR- INFORMATION: 

NAME COUNTRY 
NANBA, SHOICHI 

ASSIGNEE-INFORMATION : 

NAME COUNTRY 
MATSUSHITA ELECTRIC IND CO LTD 

APPL-NO: JP06074791 
APPL-DATE: April 13, 1994 

INT-CL (IPC): G11B 7/26; B05C 1/02; B05D 1/26; B29C 65/40 
ABSTRACT : 

PURPOSE: To improve the flatness of optical disks after sticking by applying an adhesive 
thereto always at a specified thickness regardless of the thicknesses of the disks. 

CONSTITUTION: The adhesive for adhering the optical disks of the adhesive applying device 
for sticking the optical disks to each other is deposited on the surface of a revolving 
upper roller 23. The optical disks are transported into a spacing part between this upper 
roller 23 and a lower roller 24 and the adhesive is supplied from the upper roller 23 and 
is applied on the surfaces of the optical disks. The thicknesses of the optical disks are 
detected by a disk thickness detecting section 3 0 and the distance of the spacing between 
the rollers is controlled by tne detected signal, by which the spacing between the 
surfaces of the optical disks and the upper roller 23 is maintained always constant. 
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TITLE: Adhesive coating appts. for adhering optical discs - has disc thickness detector 
which controls gap between upper and lower rolls and adhesive charge, etc. 



PATENT-ASSIGNEE: 
ASSIGNEE 

MATSUSHITA DENKI SANGYO KK 



CODE 
MATU 



PRIORITY-DATA: 1994 JP-00747 91 {April 13, 1994) 
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PATENT- FAMILY: 
PUB-NO 

□ JP 07282474 A 



PUB-DATE 

October 27, 1995 



LANGUAGE 



PAGES MAIN- I PC 
008 G11B007/26 



APPLICATION-DATA: 
PUB-NO 

JP 07282474A 



APPL-DATE 
April 13, 1994 



APPL-NO 

1994JP-0074791. 



DESCRIPTOR 



INT-CL (IPC): B05C 1/02; B05D 1/26; B29C 65/40; B29L 17/00; G11B 7/26 



ABSTRACTED- PUB-NO: 
BASIC-ABSTRACT: 



JP 07282474A 



The appts. has a tank (22) to dissolve hot melt adhesive, upper and lower rollers (23,24) 
to coat adhesive on discs, a^disc thickness detector part (30) to detect the thickness of 
optical discs and control the amt . of gap between the upper and lower rollers according 
to the detected thickness, stands (28) to send optical discs, an adhesive detecting part 
(36) to detect the deterioration of adhesive and an adhesive discharge part (35) to 
discharge adhesive according to the detected signal of adhesive detecting part and 
adhesive supply part (37) to supply new adhesive. 



USE 



Used for adhering optical discs base plates together. 



ADVANTAGE - Adhesive with uniform thickness can be coated on optical discs independent of 
thickness of discs to increase their flatness. 



CHOSEN-DRAWING : Dwg .1/11 



TITLE-TERMS: ADHESIVE COATING APPARATUS ADHERE OPTICAL DISC DISC THICK DETECT CONTROL GAP 
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UPPER LOWER ROLL ADHESIVE CHARGE 
DERWENT-CLASS: A32 L03 P42 T03 W04 

CPI-CODES: A09-D03; A11-B05D; A11-C01C; A12-L03C; L03-G04B; 
EPI-CODES: T03-B01D1; T03-B01E1; W04-C01E; 

ENHANCED- POLYMER- INDEXING : 

Polymer Index [1.1] 018 ; P0000 Polymer Index [1.2] 018 ; ND05 ; J9999 J2915*R ; J9999 
J2960 J2915 ; K9416 ; K9858 K9847 K9790 ; K9676*R ; K9529 K9483 ; K9687 K9676 ; K9712 
K9676 ; N9999 N5721*R ; N9999 N7147 N7034 N7023 ; N9999 N6939*R ; N9999 N6611*R ; N9999 
N6622 N6611 ; B9999 B5243*R B4740 ; B9999 B5389 B5276 ; Q9999 Q6666 Q6644 ; Q9999 
Q7114*R ; Q9999 Q8935*R Q8924 Q8855 

SECONDARY-ACC-NO: 

CPI Secondary Accession Numbers: C1996-001203 
Non-CPI Secondary Accession Numbers: N1996-004745 
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* NOTICES * 

JPO and INPIT are not responsible for any 
damages caused by the use of this translation. 

1. This document has been translated by computer. So the translation may not reflect the original precisely. 

2. **** shows the word which can not be translated. 
3. In the drawings, any words are not translated. 



DETAILED DESCRIPTION 



[Detailed Description of the Invention] 
[0001] 

[Industrial Application] This invention relates to the lamination equipment and the lamination approach of an 
optical disk in the case of needing lamination, such as a thin optical disk substrate and an optical disk substrate 
for rec/play, about optical disks, such as a videodisk, a digital audio disk, a still picture, and a text file. 
[0002] 

[Description of the Prior Art] Generally, since the information density of an optical disk being very large and a 
S/N ratio are large and there are few noises, promising ** is carried out as an information media, it is 
commercialized as a videodisk and researches and developments are done in recent years also as an optical disk 
played [ which is played and digital-signal-records ]. 

[0003] The most general method of manufacturing this optical disk is in the condition which manufactured the 
duplicate of original recording with shaping of injection or injection compression, formed the thin film on the 
signal side of the substrate made by this, using the optical disk original recording called a stamper as a die, and 
formed the protective coat on it further, is stuck and is completed. 

[0004] There are two, the hot melt method using hot melt adhesive as the approach of this lamination and the 
ultraviolet-rays hardening resin method for having used ultraviolet-rays hardening resin for adhesives. Here, the 
lamination approach by the hot melt method which used hot melt adhesive is explained. 
[0005] Hereafter, the lamination equipment for optical disks and its lamination approach for manufacturing an 
optical disk are explained, referring to a drawing. 

[0006] The manufacture approach of the optical disk by the conventional lamination is shown in drawing 7 and 
drawing 8 . Moreover, drawing 10 is drawing showing the display flatness (the amount of curvatures) of the 
optical disk after lamination when drawing 1 1 sticks [ the hot-melt-adhesive coater which uses drawing 9 for 
the lamination approach of the conventional optical disk ] an optical disk for the press equipment by the 
conventional hot melt method. 

[0007] As for a protective coat for a disk substrate and 9 to protect thin films, such as an echo or record, and for 
the signal section on which a glass substrate and 2 were recorded for 1, and the laser beam for record and 4 
were recorded for the resist film and 3, the optical disk original recording to which an electric conduction thin 
film and 6 are called the electrocasting plating film, and 7 is called a stamper for 5, and 8 protect a thin film, as 
for 10, and 1 1, in drawing 7 , the optical disk veneer and 12 are adhesives layers. 

[0008] In drawing 7 and drawing 8 this drawing (a) Moreover, a resist film formation process, In an exposure 
record process and this drawing (c), this drawing (b) a development process and this drawing (d) An electric 
conduction film formation process, As for a film formation process and this drawing (i), this drawing (e) shows 
[ a electrocasting plating process, the rear-face polish process of the this (drawing f) optical disk original 
recording and an inside-and-outside periphery processing process, and this drawing (g) ] the lamination process 
for a forming cycle and this drawing (h), as for a protective coat formation process and this drawing (j). 
[0009] Moreover, for the adhesives dissolver to which 13 carried out the internal organs of the heater for the 
dissolution to the interior in drawing 9 , the top tread roller with which 14 carried out the internal organs of the 
heater, and 15, as for the motor for a roller revolution, and 17, a lower roller and 16 are [ the movable carriage 
for delivery and 18 ] the motors for delivery. 



http://www4.ipdl.inpit.go.jp/cgi-bin/tran_web_cgi_ejje 



7/31/2007 



.JP,G7-282474,A [DETAILED DESCRIPTION] 



Page 2 of 5 



[0010] As for an up press base and 20, in drawing 10 , 19 is [ a lower press base and 21 ] the pneumatic 
cylinders for a press. 

[001 1] In order to manufacture an optical disk, as shown in drawing 7 and drawing 8 , first, in a resist film 
formation process (a), the resist film 2 is formed by the spin method etc. on a glass substrate 1, and then the 
signal section 4 is formed by carrying out exposure record of this resist film by the laser beam 3 for record in an 
exposure record process (b), and then developing a signal at a development process (c). 
[0012] Next, at an electric conduction film formation process (d), the electric conduction thin films 5, such as 
nickel or silver, are formed by the thickness of 50-100nm by a spatter etc., and the nickel-plating coat 6 is 
formed by the thickness of 0.2-0.4mm by carrying out electrocasting plating from it at a electrocasting plating 
process (e). 

[0013] After exfoliating this from a glass substrate and removing the resist film by washing etc., it grinds so that 
the field relative roughness of 0.1 micrometers or less may be made to a rear face at a rear-face polish process 
(f), and the optical disk original recording 7 called a stamper is done by carrying out cutting processing of the 
inside-and-outside periphery according to metal mold further so that this optical disk original recording may 
suit the making machine metal mold at the time of shaping. 

[0014] In order to manufacture an optical disk from this optical disk original recording 7, the disk substrate 8 
with which the signal formed in original recording 7 was imprinted is produced by fabricating resin ingredients, 
such as a polycarbonate or an acrylic, by the forming cycle (g) further, using this optical disk original recording 
7 as a die. 

[0015] Next, with a film formation process (h), the thin film 9 for an echo or record is formed on the signal side 
of the disk substrate 8, a protective coat 10 is formed with a protective coat formation process (i) on it, and the 
optical disk veneer 1 1 is produced. 

[0016] Then, at a lamination process (j), the optical disk veneer 1 1 of a couple is stuck with adhesives, and an 
optical disk is done. 

[0017] In order to stick the optical disk veneer here, hot melt adhesive is applied to the thickness of 100 
micrometers or less on the protective coat of the optical disk veneer 1 1 with a hot-melt-adhesive coater as first 
shown in drawing 9 . 

[0018] The vertical location of a lower roller 15 is manually adjusted so that this may become distance with the 
fixed clearance between the optical disk veneer and a top tread roller 14 first. 

[0019] The hot melt adhesive of 100 - 130 melting temperatures is put into the adhesives dissolver 13, and at an 
internal heater, it is 130 degrees or more, and dissolves, and adhesives are applied to a top tread roller 14 by 
rotating a vertical roller by the motor 16 for a roller revolution. 

[0020] A protective coat side is turned up, the optical disk veneer (not shown) is put on the movable carriage 17 
for delivery, the movable carriage 17 for delivery is moved by the motor 18 for delivery, and adhesives are 
' applied on the protective coat side of the optical disk veneer with a top tread roller 14 by making the clearance 
between a top tread roller 14 and a lower roller 15 pass the optical disk veneer. The thickness of the adhesives 
applied here is decided by the amount of clearances of a top tread roller 14 and the optical disk veneer. 
[0021] Next, it sets to the press equipment for lamination as shown in drawing 10 after adhesives spreading. An 
adhesives spreading side is turned for the 1st optical disk substrate which applied adhesives on the lower press 
base 20 up. Furthermore, it places in the condition of having turned the 2nd optical disk substrate on it, and 
having turned the adhesives spreading side down, and the pressure of 3kg/cm2 or less is put on the up press 
base 19 by the pneumatic cylinder 21 for a press, and an up press base is pressed down on a lower press base for 
several 10 seconds, and is stuck on it. 

[0022] However, as the optical disk after lamination is shown in drawing 10 by the direction of inner 
circumference becoming [ the pressure distribution within the optical disk side where the optical disk was 
pressed down since the hole with a diameter of 15mm - about 20mm had opened at the core ] weak by having 
made evenly both of up press bases of this press equipment, and lower press bases therefore, compared with the 
inner circumference section, will be curved in the upper part by about 50 micrometers of periphery sections. 
[0023] Moreover, in order to be 130 degrees or more and to dissolve, adhesives burn and deteriorate and hot 
melt adhesive must be periodically exchanged, if it is used for a long period of time. 

[0024] The exchange approach of these adhesives suspends a revolution, where it carried out counterrotation of 
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the top tread roller 14 and adhesives are twisted around a top tread roller 14, it removes it by the spatula made 
of resin etc., and are exchanged by repeating this actuation until the adhesives in an adhesives dissolver are lost. 

[0025] 

[Problem(s) to be Solved by the Invention] However, with the above configurations, in order for adjustment to 
take time amount in order to have to adjust the vertical location of the lower roller of a hot-melt-adhesive eoater 
manually, whenever the thickness of a disk changes, and to adjust manually, the distance of the clearance 
between a roller and the optical disk veneer changes for every adjustment, consequently adhesives spreading 
thickness changes, the thickness after lamination changes, or curvature occurs, and degradation of quality tends 
to take place. [ 

' [0026] Moreover, since the hole has opened in inner circumference, as for the optical disk to stick, the direction 
of the inner circumference section becomes [ pressure distribution ] weak compared with the periphery section, 
the inner circumference section falls, display flatness (the amount of curvatures) covers the optical disk after 
lamination over a periphery from inner circumference, and it worsens. 

[0027] Moreover, in order that the exchange stage of hot melt adhesive may judge the degree of change of the 
color of adhesives visually, it cannot fully manage adhesives but tends to cause degradation of the precision of a 
lamination disk. 

[0028] Furthermore, counterrotation of the top tread roller is carried out also in the exchange approach, time 
amount there are also few amounts removed at once in order to twist around a roller and to remove, and most to 
exchange is needed, and since adhesives are also the elevated temperatures of 100 degrees or more, exchange is 
also dangerous. 

[0029] This invention offers the lamination equipment and the lamination approach of automatic ^always being 
able to apply adhesives to fixed thickness , and manufacturing very few lamination disks of curvature regardless 
of the thickness of a disk in the lamination of an optical disk in view of the above-mentioned conventional 
trouble. 

[0030] Moreover, by automating exchange of adhesives, the quality of adhesives can be maintained uniformly 
and the adhesives exchange approach which can be exchanged moreover very easily is also offered. 
[0031] 

[Means for Solving the Problem] In order to solve the above-mentioned technical problem, regardless of the 
thickness of a disk, the clearance between a top tread roller and an optical disk is always made to be made to 
regularity by detecting the thickness of the optical disk veneer for sticking before adhesives spreading, and 
enabling it to adjust the height of a lower roller automatically according to the thickness as for the lamination 
equipment for optical disks and the lamination approach of this invention. 

[0032] Moreover, very little lamination of curvature can be made to do the press base of the press equipment at 
the time of lamination by making the periphery section low compared with the inner circumference section 
beforehand. Moreover, if exchange of adhesives hits light, such as laser, to dissolved adhesives, detects the 
permeability (the amount of transmitted lights) and falls from a fixed value, it will discharge the adhesives in an 
adhesives dissolver with a pump automatically, and will supply still newer adhesives. 
[0033] 

[Function] since this invention can apply adhesives to thickness fixed in the thickness of the optical disk veneer 
to stick related always, and curvature is in it few 7 dramatically and lamination can do it by the above- 
mentioned configuration - quality - the optical disk of high degree of accuracy - stability ~ and it can 
manufacture now easily. Moreover, since the adhesives for lamination are also always maintainable in fixed 
quality, lamination of the always stabilized quality can be performed. 
[0034] 

[Example] Hereafter, one example of the lamination equipment for optical disks of this invention and its 
lamination approach is explained to a detail, referring to a drawing. 

[0035] Drawing 1 is the block diagram of the adhesives coater used for the lamination of the optical disk in the 
1st example of this invention. 

[0036] Drawing 2 is the block diagram showing the disk thickness test section of the adhesives coater in the 1st 
example of this invention. 
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[0037] Drawing 3 is the block diagram of the press equipment used for the lamination of the optical disk in the 
1st example of this invention. 

[0038] Drawing 4 is drawing showing the amount of curvatures of the optical disk after the lamination at the 
time of sticking using the lamination approach of the 1st example of this invention. 

[0039] Drawing 5 is the block diagram showing the adhesives detecting element for detecting degradation of the 
adhesives of the adhesives coater in the 1st example of this invention. 

[0040] Drawing 6 is drawing showing the relation between the dissolution time amount of adhesives, and 
permeability which shows degradation of the adhesives at the time of dissolving adhesives at 150 degrees. 
[0041] The top tread roller which carried out the internal organs of the heater for the adhesives dissolver to 
which 22, carried out the internal organs of the heater for the dissolution to drawing 1 and drawing 2 inside in 
drawing 5 , and 23 to apply adhesives, and 24 are the lower rollers for putting a disk between a top tread roller 
at the time of adhesives spreading. 

[0042] The motor for roller vertical migration for the motor for a roller revolution for 25 to rotate a vertical 
roller and 26 to go up and down a lower roller and 27 are the roller migration screws for moving a lower roller 
by the motor. 

[0043] The movable carriage for delivery for 28 to convey a disk and 29 are the motors for delivery for moving 
the movable carriage for delivery. 

[0044] The laser 40 for detecting the thickness of a disk and moving a lower roller according to thickness, as 30 
is a disk thickness detecting element and it is shown in drawing 2 , The delivery screw 42 for moving a photo 
detector 41 and a photo detector, and the position transducer 44 for detecting the location of the motor 43 for 
delivery,'and a photo detector, AID converter 45 for carrying out digital conversion of the detected position 
signal, The positioning machine 46 for comparing the position signal which sets up correlation of thickness and 
a location beforehand and was detected with the set-up value, and the controller 47 for driving the roller vertical 
migration motor 26 according to the compared result are provided. 

[0045] 35 is the adhesives blowdown section and possesses the exhaust pipe 31, the electro-magnetic valve 32, 
tiie drainage pump 33, and the blowdown tank 34 for discharging adhesives. 

[0046] The laser 51 for 36 being an adhesives detecting element and hitting light to adhesives, The transparence 
glass window 52 for letting light pass to an adhesives tub, and the photo detector 53 for detecting the 
transmitted light, The comparator 56 for comparing the permeability converter 54 for changing the detected 
transmitted light into permeability and the permeability setter 55 which sets up and keeps an exchange stage 
beforehand with the detected value and the set-up value, and the controller 57 for controlling the adhesives 
blowdown section 35 and the adhesives feed zone 37 are provided. 

[0047] 37 is an adhesives feed zone which consists of the adhesives reserve tub 38 and electro-magnetic valve 
39 for supplying new adhesives. 

[0048] Moreover, in drawing 3 , 48 is a pneumatic cylinder for an up press base and 49 suppressing an up press 
base on a lower press base, and suppressing 50 on a lower press base. 

[0049] This lamination equipment for optical disks consists of the press equipment of the sake to stick as shown 
in the adhesives coater and drawing 3 for applying adhesives as shown in drawing 1 . 

[0050] In order to stick the optical disk veneer with this equipment, adhesives are first applied on the protective 
coat side of the optical disk veneer with an adhesives coater. 

[0051] Spreading of the adhesives by the adhesives coater shown in drawing 1 is performed as follows. Hot 
melt adhesive is put into the adhesives dissolver 22, it dissolves at an internal heater, a top tread roller 23 and a 
lower roller 24 are rotated by the motor 25 for a revolution, and the adhesives which dissolved in the top tread 
roller 23 are applied. 

[0052] In the condition, a protective coat is turned up, the optical disk veneer is put on the movable carriage 28 
for delivery, and the optical disk veneer is sent by the motor 29 for delivery. 

[0053] The laser beam of laser 40 is irradiated by the disk thickness detecting element 30 installed in above [ of 
the movable carriage 29 for delivery ], and the sent optical disk veneer receives the light reflected with the 
optical disk veneer, moving a photo detector 41 automatically by the delivery screw 42 and the motor 43 for 
delivery , detects a location with most amounts of reflected lights with a position transducer 44, and changes the 
signal into digital one with A/D converter 45. 



http://www4.ipdl.inpit.go.jp/cgi-bin/tran_web_cgi_ejje 



7/31/2007 



JP,07-282474,A [DETAILED DESCRIPTION] 



Page 5 of 5 



[0054] Then, the location of a lower roller is made for the clearance between taking up and down, the optical 
disk veneer, and a top tread roller 23 to always become fixed with the roller migration screw 27 by the 
positioning machine's 46 comparing this value and the value which set up the relation between the location of a 
photo detector 41, and the location of a lower roller 24 beforehand, and driving the motor 26 for roller vertical 
migration with a controller 47 so that this may be in agreement. 

[0055] Adhesives are applied to thickness fixed in the thickness of the optical disk veneer related always when 
the optical disk veneer passes along between a top tread roller 23 and lower rollers by this condition. 
[0056] Next, the optical disk veneer which applied adhesives to fixed thickness is stuck with the press 
equipment for lamination. 

[0057] The up press base 48 as shown in drawing 3 , and the lower press base 49 this compared with both inner 
circumference on the lower press base 49 of the press equipment as for which the direction of a periphery has 
become low about 50 micrometers Turn an adhesives spreading side up and the 1st optical disk veneer which 
applied adhesives is carried. Furthermore, it carries in the condition of having turned the 2nd optical disk veneer 
on it, and having turned the adhesives spreading side down, and the up press base 48 is pressed down 10 
seconds or more by the pressure of 3kg/cm2 or less to the optical disk veneer by the pneumatic cylinder 50 for a 
press. 

[0058] That is, it is the condition ************ w hich pressed down two optical disk veneers after the 
periphery section had fallen by about 50 micrometers. 

[0059] Thus, the amount of curvatures of the optical disk after sticking at the time of making low about 50 
micrometers of peripheries of a press base compared with inner circumference, and sticking them decreases 
dramatically with 10 micrometers or less, as shown in drawing 4 . 

[0060] Next, exchange of adhesives is performed by the adhesives detecting element 36, the adhesives 
Slowdown section 35, and the adhesives feed zone 37. 

[0061] The actuation is as follows. As shown in drawing 5 , the light of the laser 51 of the adhesives detecting 
element 36 is hit to the adhesives which are dissolving in the adhesives dissolver 22 through the transparence 
glass window 52, and the penetrated light is detected by the photo detector 53. 

[0062] By comparing the detected signal with the quantity of light of a radical by the permeability converter 54, 
it changes into permeability and a comparator 56 compares the value of this permeability, and the value 
beforehand set up by the permeability setter 55. 

[0063] New adhesives are supplied to an adhesives dissolver by driving the electro-magnetic valve of the 
adhesives feed zone 37 collectively at the same time it will drive the electro-magnetic valve 32 and drainage 
pump of the adhesives blowdown section 35 with the adhesives controller 57 and will discharge adhesives on 
the blowdown tank 34 through an exhaust pipe 3 1 , if the transmission of the detected light falls from the set 
point. , 
[0064] 

[Effect of the Invention] Since the distance between rollers was automatically adjusted according to the 
thickness of the optical disk veneer to stick as mentioned above according to this invention, adhesives can be 
applied to thickness fixed in the thickness of the optical disk veneer related always, therefore thickness of the 
optical disk after lamination can always be fixed. 

[0065] Moreover, since dip was beforehand given to the press base for lamination and it pressed down aslant at 
the time of a press, the curvature of the optical disk after lamination can be lessened extremely. 
[0066] Furthermore, since exchange of adhesives is also automatically exchangeable according to the 
degradation condition of adhesives, always stabilized lamination came be made. 

[0067] Therefore, it can manufacture now to stability easily [ it is quality and / optical disk / of high degree of 
accuracy ]. 
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CLAIMS 



[Claim(s)] 

[Claim 1] The adhesives dissolver for being an adhesives coater for optical disk adhesion using hot melt as 
adhesives for the lamination of an optical disk, and melting hot melt adhesive, The top tread roller and lower 
roller for applying adhesives to a disk, The motor for a roller revolution for rotating a roller, and the disk 
thickness detecting element for detecting the thickness of an optical disk and controlling the amount of 
clearances between vertical rollers according to thickness, The motor for roller vertical migration and roller 
migration screw for going up and down a lower roller by the signal detected by the disk thickness detecting 
element, The motor for delivery for moving the movable carriage for delivery and the movable carriage for 
delivery for sending an optical disk, The adhesives coater for optical disk adhesion characterized by having the 
adhesives detecting element for detecting degradation of adhesives, the adhesives blowdown section for 
discharging adhesives according to the signal detected by the adhesives detecting element, and an adhesives 
feed zone for supplying new adhesives. 

[Claim 2] Laser for the thickness detecting element of the optical disk of a hot-melt-adhesive coater to detect 
thickness, A photo detector, the migration means for moving said photo detector, and the position transducer for 
detecting the migration location of said photo detector, The adhesives coater for optical disk adhesion of claim 1 
characterized by having the A/D converter for changing into digital one the signal detected by said location 
detection means, a positioning machine for controlling the location of a roller automatically according to the 
detected thickness, and a controller. 

[Claim 3] The light source to which the adhesives detecting element for detecting degradation of the adhesives 
of a hot-melt-adhesive coater irradiates adhesives, The photo detector which receives the light which said light 
source irradiated and penetrated said adhesives, The permeability converter which obtains the permeability of 
said adhesives based on the detection value of said photo detector, The adhesives coater for optical disk 
adhesion of claim 1 characterized by having the permeability setter, comparator, and adhesives controller for 
exchanging adhesives automatically if the permeability obtained by said permeability converter falls from fixed 
permeability. 

[Claim 4] The adhesives coater for optical disk adhesion of claim 1 characterized by having equipped the 
adhesives blowdown section of a hot-melt-adhesive coater with the exhaust pipe, the electro-magnetic valve, 
drainage pump, and blowdown tank for discharging adhesives, and equipping an adhesives feed zone with an 
adhesives reserve tub and an electro-magnetic valve. 

[Claim 5] Press equipment for optical disk lamination characterized by to have an application-of-pressure 
means for pressing down the up press base which is press equipment for optical disk lamination for sticking an 
optical disk with hot melt adhesive, and made low about 50 micrometers of periphery sections to the core, an up 
press base and the lower press base which attached the same dip, and an up press base on a lower press base. 
[Claim 6] The method of application of the adhesives characterized by to make an optical disk approach the 
revolution roller which is the method of application of the adhesives for sticking an optical disk, and supports 
adhesives on a front face, to face applying the adhesives on said revolution roller to the front face of said optical 
disk, to measure the thickness of the optical disk stuck beforehand, and to control the physical relationship of 
said revolution roller and said optical disk according to the measurement value of this thickness so that said 
optical disk front face and clearance between said rollers become fixed. 
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[Claim 7] The lamination approach of the optical disk which is the lamination approach of the optical disk 
which pressurizes an optical disk by the hot melt method, and is stuck, and is characterized by pressing down 
more than for 10 seconds and sticking with the pressure of 3kg/cm2 or less in the condition of having made it 
about 50 micrometers of periphery sections become low to the core of an optical disk, at the time of a press. 



[Translation done.] 
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